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This listing of claims replaces without pngudice oil prior versions, and listings, of 
cimms in fte application: 

Listing ofClaima: 

1. (Currency Amende(Q A process for foimlng a coniposite part in a die press having a first die 
includii^ a first non-planar surface and a second die including a second non-planar sur&oe^ the 
die press being operable between an open position and a ftsnni^g position, the iizst non-planar 
surface and the second non-planar surftoe being substantially complementary to define a 
siAstantially constant gap in the forming posltioti, the process convulsing the steps of: 

disposing a composite stack in die open position, the stack comprising a pair of sheet 
metal skins, each of said skins having a fliickness of at least about 0.005 in., and a paper layer 
which has been impregnated with resin disposed between and in contact with said skins of sheet 
metal; 

causing the die press to transition fiom Qie open position to the closed position; 

applying a unifonn pressure to said stack fbr sufficient time to bond togettier sdd skins 
and said paper layer while in the same operation fonning a ni»>-planasr part from said stadc 
wherein Mid uniform pressure does not vary more than 10% at anv two points along the surface 

3 



PAGE 4/15 ' RCVD AT 10123/2006 4:01:50 PM [Eastern Daylight ffme] ' SVR:USPTO-EFXRF-2f18 ' DNIS:2738300 ' CSID:Gowling$ Toronto #15 ' DURATION (Kim%)MM 



Cowlings Toronto H15 10/23/2006 4:02 PAGE 005/015 Fax Server 

BEST AVAILABLE COPY 

moving a periphery of said stadc in a diredioii toward a center ttiereof syhile mnintimttng 

PDBitiDn faflvintt saidTmifQTni and 

contacting substantially the eotiie surfiice of tbe stadi with the die press, 

2. (Original) The process for fbrming a composite part recited in deim I , wherein said paper 
layer contains volatile solvents and water and fbrtber including the step of heating said pq>er 
layer prior to placing said paper layer between said metal skins in order to reduce the content of 
said volatile solvents and water in said paper layer. 

3. (Cancelled) 

4. (Previously Presented) The process for forming a ^xmpoaite part recited in cU^ 

said g/Btp has a uniiorm width and wherein said uniform widfb does not vary more than about 2% 
at any two points along said gap. 

5. (Original) The process for forming a composite part recited in claim 2, wherein the total 
combined quantity of volatile oompoanda and water in said paper layer is teduced to less than 
about 5% by weight of said paper layer* 

6. (Original) The process for fovming a composite part redted in daim 1^ wherein said sheet 
metal is selected fixmi the group consi^ti^g of cold rolled steel, galvanized sted, tin-coated steel 
and stainless sted. 

4 



f AGE 5/15 ' RCVD AT 10/23/2006 4:01 :50 PM [Eastern Daylight Time] ' SVR:USPTO-EFXRF*2ri8 ' DNIS:2738300 ' CSIDiGowlings Toronto #15 ' DURATION (mfn-ss):03^ 



Cowlings Toronto t*15 10/23/2006 4:02 PAGE OOB/015 Fax Server 



7. (Original) The process for fbrming a oomposite part recited in claim 1, wherein said paper 
layer is adhesively bonded to said sldns of sheet metal. 

8. (Qrigina]) Hie process for forming a composite part recited in claim 1, wherein each of said 
skins has a thickness of fixmi about 0.007 in. to about 0.030 in. 



layer has a thickness of at least aibout 0.01 in. 

10. (Original) The process for foaming a composite part recited in claim 1, wherein said paper 
layer has a thickness of fixym about 0.01 in, and 0*03 in. 

11. (Original) The process for fonning a composite part recited in claim 1» further including 
layers of adhesive disposed between said p^wr layer and each of said sldns. 

12. (Original) The process for forming a composite part recited in claim 1, wherein said sheet 
metal sidris are zinc coated steel which has been cold tolled with zinc on the surfk^ 

13. (Original) The process for fonning a composite part recited in claim I, wherein said metal 
skins are formed of low carbon micro-alloyBd high-strength steel. 

14. (Original) The process for forming a composite part recited in claim 2, wherein said sheet 
metal is selected fiom the gropp consisting of cold rolled steelr galvanized sted, tin-coated steel 
and stainless Steel. 

15. (Original) The process for fottning a composite part recited in claim 2. wherein said paper 
layer is adhesively bonded to said skins of sheet metal. 
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16. (Qri^nal) The process for {bnning a compodte part redted in claim 2, wherein each of said 
skins has a fhickness of fiom about O^OOS in. to about 0.030 in. 

17. (Ori^nal) The process for forming a composite part redted in claim 2, wherein said paper 
layer has a thickness of at least about 0.01 itL 

18. (Original) The process fiixming a composite part redted in daim 2, wherein said p 
layer has a thickness of fiom about 0.01 in. and 0.05 in. 

19. (Ori^nal) Tbe process for forming a composite part redted in claim 2, fur^er induding 
layers of adhesive disposed between said paper layer and each of said skins. 

20. (Original) The process for forming a composite part redted in claim 2, wherein said sheet 
metal skins are zinc coated steel whidi has been cold rolled with zinc on the aur&oe. 

21. (Original) The process for ibnning a composite part redted in claim 2» wherein said metal 
skins BTO formed of low carbon micro-alloyed high-strei^gth steeL 

22. (Original) The process for forming a composite part redted in daim 2, wherein said paper 
layer is multiple layers. 
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